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This invention is generally directed to a plastic car- 
rier for carrying containers such as bottles, cans and the 
like as well as to a method of making such a carrier, s 
More particularly, the invention contemplates a plastic 
carrier which includes a joint between two container car- 
rying portions. 

Prior art container carriers including a joint, such as 
the one disclosed in US-A-2,650, 1 28, are made of a sin- w 
gle sheet of material, usually cardboard, which is folded 
in haH to form free moving flaps and a handle which 
extends between the flaps upwardly. The flaps hold the 
containers in shaped apertures. Since the cardboard 
sheet is folded in half to make the container, the handle is 
is of a double thickness. The sides of the handle are 
joined together, by adhesive or staples, to deter the car- 
rier from collapsing to a flattened position 

The majority of container earners today are prefer- 
ably formed from a plastics material due to the ease and 20 
lower cost of manufacturing and the strength of the 
material. An example of a prior carrier is shown in US- 
A-4.219,117. The plastics carrier is stretched over the 
containers which are to be held within the carrier. The 
single sheet concept of US-A-2,650, 128 with its glued 25 
r stapled handle is not readily adaptable to be used 
with a plastics material because the joint created by glu- 
ing or stapling will not withstand the stresses created by 
stretching the plastics material around the containers 
without breaking or shearing. so 

One of the applicant's earlier patents, US-A- 
3,968.621 discloses a carrier according to the preamble 
of claim 1. 

The present invention is intended to overcome or 
minimize this problem as well as to present several new 35 
advantages. 

According to a first aspect of this invention, a carrier 
for carrying containers comprises first and second con- 
tainer engaging portions made of a plastics material of 
a predetermined thickness and including a plurality of 40 
annular bands respectively for securely holding therein 
a container, is characterised in that the first and second 
container engaging portions extend freely from a joined 
porton at adjacent edges of the container engaging 
portions and in that the joined portions are formed by 45 
merging juxtaposed surfaces of the container engaging 
portions together. 

According to a second aspect of this invention, a 
method of making a carrier for carrying containers com- 
prises the steps of: ~ ^ 

providing a first sheet of plastics material and a sec- 
ond sheet erf plastics material juxtaposed over the 
first sheet; 

bonding selected regions of the sheets together 55 
tongitucfinally; and, 

stamping a shaped carrier for carrying containers 
from the combined first and second sheets of plas- 



PreferaWy the joint is formed by heat sealing or fus- 
ing adjacent surfaces of the container engaging por- 
tions preferably with a layer of plastics material between 
the edges of the container engaging portions to form a 
triple layer of thickness of plastic material at the joint. 
Preferably the joint is interrupted along its length to ena- 
ble the carrier including container engaging portions to 
stretch when the carrier is applied to the containers. The 
carrier may include a handle portion which extends from 
the joint 

Two embodiments of a carrier and a method in 
accordance with this invention win now be described 
with reference to the accompanying drawings, wherein 
like reference numerals identify like elements and, in 
which :- 

FIGURE 1 is a perspective view of a first embodi- 
ment of a container carrier which incorporates fea- 
tures of the present invention; 
FIGURE 2 is a perspective view of a second 
embodiment of a container carrier which incorpo- 
rates features of the present invention; 
FIGURE 3 is a perspective view of the embocfiment 
of the container carrier of FIGURE 2 with contain- 
ers held therein; 

FIGURE 4 is cross sectional view of the carrier of 
FIGURE 2 along line 4-4; and 
FIGURE 5 is a simplified, schematic view of the 
apparatus for producing a carrier according to the 
present invention. 

fn FIGURE 1, a first embodiment of a carrier 20 
which incorporates features of the present invention is 
shown. The carrier 20 is used for carrying containers, 
such as bottles and the like. 

The carrier 20 includes body portions or container 
engaging portions 22, 24 a predetermined thickness. 
The portions are connected by a seam or joined portion 
26 at 25 which forms a strong, fused joint The seam or 
joined portion 26 joins the container engaging portions 
22, 24 along top or adjacent edges 28, 30 of the con- 
tainer engaging portions 22, 24. The container engag- 
ing portions 22, 24 freely extend from the joined portion 
26. The seam or joined portion 26 projects generally 
perpend cular to the plane of the portions 22 and 24 
when the carrier 20 is assembled with containers. 

The container engaging portions 22, 24 include a 
plurality of apertures 32 defined by annular bands 33 for 
securely holding therein containers, such as bottles, 
cans and the like. For example, as shown in FIGURE 3, 
the containers 34 are a plurality of bottles which are 
securely held within the apertures 32 in the carrier 20 by 
the resiliency stretched bands 33. Each bottle 34 
includes a side wall 36. a bottom wall 38 and a top or 
cap 40. Alternatively, the carrier 20 may be used to 
carry typical beverage cans. 
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The carrier 20 is made of a suitable flexible, resil- 
ient, stretchable material, such as plastic. Preferably, 
the carrier 20 is made of a low density polyethylene so 
that the carrier 20 can be stretched over the containers 
34 and conform to the side walls 36 of th containers 5 
34. The carrier 20 may be applied to the containers 34 
by known means, for example, by the machines dis- 
closed in US-A-4,250,682 or US-A-3 ,204.386. ft is 
noted that when the carrier 20 is stretched over the con- 
tainers 34 the individual bands 33 are stretched and the 10 
overall length of the carrier is increased. 

As explained in detail herein-below with reference 
to FIGURE 5. the joined portion 26 is formed by extrud- 
ing a strip or layer of resilient stretchable material 42, 
such as plastic, preferably the same low density poly- is 
ethylene material that forms the carrier 20, between the 
edges 28, 30 of the container engaging portions 22, 24. 
Thus, a triple layer of plastic material forms the joined 
portion 26. The three layers of plastic material (the con- 
tainer engaging portions 22, 24 and the layer of 20 
extruded plastic 42) are sufficiently melted and merged 
together by known means, preferably by heat sealing 
and fusing the layers together, to form a strong, integral 
bond. When the layers 22, 24, 42 of plastic material are 
merged together by heat sealing, the layers 22, 24. 42 25 
are no longer distinguishable from each other and 
become one mass having a thickness greater than the 
combined thickness of the layers 22 and 24 atone. 

The seam or joined portion 26 extends along the 
edges 28. 30 of the container engaging portions 22, 24. 30 
In order to permit the region 25 to react longitudinally to 
stresses created when the carrier 20 is applied to the 
containers 34, the joined portion 26 is interrupted along 
its length by cutouts 44 which form apertures between 
the container engaging portions 22, 24. The cutouts 44 35 
allow the container engaging portions 22, 24 and the 
joined portion 26 to easily stretch transversely and in a 
longitudinal direction with respect to the seam or joined 
portion 26 and to conform to the containers 34 when the 
carrier 20 is applied to the containers 34. Segments of 40 
the seam 26 which are initially spaced apart by the cut- 
outs 44, are spread tongrrudinally of the carrier 20 when 
the bands 33 are stretched over the containers 34 with 
the result that the overall length of the carrier 20 is 
increased in the final package. Since the joined portion 45 
26 is formed by fused material and preferably by a triple 
layer of plastic material, the bond created is sufficiently 
strong to prevent the joined portion 26 from shearing or 
breaking when the carrier 20 is stretched during appli- 
cation to the containers 34. so 

Preferably, the carrier 20 of the present invention is 
formed by joining two separate sheets of plastic mate- 
rial together at the seam or joined portion 26. However, 
it is within the scope of the invention that a single sheet 
of plastic material may be used to form the carrier 20 by ss 
folding the sheet in half and applying a layer of plastic or 
otherwise fusing the sheets together to form the joined 
portion 26. 



The second embodiment of th carrier 20a, as 
shown in FIGURE 2, is identical to the first embodiment 
of the carrier as shown in FIGURE 1 , except tor the dif- 
ferences noted herein-below. The components of the 
carri r 20a which are identical to the carrier 20 are iden- 
tified with the same numerals but with an "a" after the 
numeral. 

The carrier 20a as shown in FIGURE 2 includes a 
handle portion 46 which extends upwardly from the cen- 
tre of the carrier 20a. When the carrier 20a is applied to 
the containers 34, the top 48 of the handle portion 46 
may extend upwardly from the top of the containers 34, 
or alternatively, as shown in FIGURE 3, the top 48 of the 
handle portion 46 may lie even with the top of the con- 
tainers 34. 

If the carrier 20a is made of two separate sheets of 
plastic material, which is the preferred embodiment, the 
handle portion 46 also includes the two separate sheets 
of plastic material. Alternatively, if the carrier 20a is 
made out of a single sheet of plastic material, the han- 
dle portion 46 is formed when the sheet is folded in half. 
In either method, the handle portion 46 includes two 
sides portions 50, 52. 

The joined portion 26a is formed at the base 54 of 
the handle portion 46 and at the top edge 28a, 30a of 
the container engaging portions 22a, 24a and the han- 
dle portion 46 extends upwardly from the joined portion 
26a. A bond 56, preferably formed by heat sealing, is 
provided along an upper portion of the handle portion 
46 to prevent the side portions 50, 52 of the handle por- 
tion 46 from separating thereby making the handle por- 
tion 46 easy to grasp by a consumer; The bond 56 
merges the two layers of plastic material together to 
form a double thickness of material along the bond 56 
as clearly shown in FIGURE 4. It is within the scope of 
the invention that the handle portion 46 may be formed 
by extruding a layer of plastic material to create a triple 
thickness identical to that of the joined portion 26a. 

The thicknesses of the heat sealed joined portion 
26a and the bond 56 are illustrated in FIGURE 4 and 
have been somewhat exaggerated for a better under- 
stand ng of the description herein. Thus, the double 
thickness in the plastic material formed by the bond 56 
in the handle portion 46 is shown. The triple thickness in 
the plastic material formed at the joined portion 26 by 
the container engaging portions 22a. 24a and the 
extruded layer 42 of plastic is also shown. 

Now that the specifics of the carriers 20, 20a which 
incorporate features of the present invention have been 
described, a general description of the method for mak- 
ing the carrier 20a will be described. The method for 
making the carrier 20a is schematically illustrated in 
FIGURE 5 in a simpiffled form. The same method is 
used for making the carrier 20 except for the differences 
noted herein. 

The carri rs 20a are formed in a continuous 
method as described herein-below and as illustrated in 
FIGURE 5. Preferably, a first sheet 58 of plastic material 
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and a second sheet 60 of plastic material are used. The 
first sheet 58 and the second sheet 60 are combined 
together. At the combining step, a layer or strip of plastic 
42, preferably low density polyethylene, is continuously 
extruded between the sheets 58, 60 by an extruder 61 
of known construction and by known methods to create 
a bond 62 between the sheets 58, 60. 

The combined sheets 58. 60 of plastic material are 
then stamped by a stamping die 64, of known construc- 
tion, to form a continuous strip of carriers 20a. The 
stamping die 64 punches both sheets 58, 60 simultane- 
ously to form the carrier 20a and the apertures 32. To 
form the carrier 20 the stamping die 64 does not stamp 
a handle portion 46. In either embodiment, a plurality of 
lines of cutouts creating apertures for container receiv- 
ing portions and/or handles can be formed simultane- 
ously. 

The carrier 20a is then heat sealed along the bond 
62 to form the triple layer of thickness of material at the 
top edge 28a. 30a of the container engaging portions 
22a, 24a. The handle portion 46 is also heat sealed at 
this time to create the double layer of thickness of mate- 
rial. The continuous web of carriers 20a are then rolled 
or otherwise appropriately stored until they are to be 
applied to the containers 34 by known methods. The 
structure and process of this invention thus provides 
degrees of manufacturing flexibility to produce integral 
carriers having features not capable of being created 
using existing technology. 

The heat sealing may be done by conventional, 
known methods, such as by heated rollers 66. It is within 
the scope of the invention that the stamping step and 
the heat sealing step may be interchanged, ft should 
also be recognized that regions 26. 26a and 56 can be 
created by fusing the carrier material cfirectiy together 
without the additional extrusion 42 or alternatively in 
some cases a strip of heat sensitive or pressure sensi- 
tive adhesive may be inserted at desired locations 
between sheets 58 and 60. 

Claims 

1. A carrier (20) for carrying containers (34) compris- 
ing first and second container engaging portions 
(22, 24) made of a plastics material of a predeter- 
mined thickness, the container engaging portions 
(22, 24) including a plurality of annular bands (33) 
respectively for securely holding therein a container 
(34) characterised in that the first and second con- 
tainer engaging portions (22,24) extend freely from 
a joined portion (26) at adjacent edges of the con- 
tainer engaging portions (22. 24), and in that the 
joined portion (26) being formed by merging juxta- 
posed surfaces of the container engaging portions 
together. 

2. A carrier as defined in claim 1, wherein the joined 
portion (26) is interrupted along its length to form 



apertures (44) between the bands (33) to enable 
the joined portion (26) to stretch when containers 
(34) are placed within the bands (33). 

5 3. A carrier as defined in claim 1 or 2, wherein the 
joined portion (26) extends generally transverse to 
the plane of the container engaging portions (22. 
24) when the carrier (20) is applied to containers 
(34). 

10 

4. A carrier as defined in any one of the preceding 
claims, wherein the joined portion (26) is formed by 
heat sealing the juxtaposed surfaces of the con- 
tainer engaging portions (22, 24). 

5. A carrier as defined in any one of the preceding 
claims, further including an initially separate layer 
(42) of plastics between the juxtaposed surfaces of 
edges of the container engaging portions (22, 24) 

20 which form the joined portion (26) so as to form a 
triple thickness of plastics material at the joined por- 
tion (26). 

6. A carrier as defined in any one of the preceding 
25 claims, further including a handle portion (46) 

extending freely from the joined portion (26). 

7. A carrier as defined in any one of the preceding 
daims, wherein the container engaging portions 

30 (22, 24) are formed by first and second sheets (58, 
60) of plastics material joined together by said 
joined portion (26). 

8. A method of making a carrier (20) for carrying con- 
35 tainers (34) comprising the steps of: 

providing a first sheet (58) of plastics material 
and a second sheet (60) of plastics material 
juxtaposed over the first sheet (58); 
40 bonding selected regions (62) of the sheets 

(58. 60) together longitudinally; and, 
stamping (64) a shaped carrier (20) for carrying 
containers (34) from the combined first (58) 
and second (60) sheets of plastics. 

46 

9. A method as defined in claim 8, wherein the stamp- 
ing step includes forming a carrier (20) comprising 
a body portion (22, 24) having annular bands (33) 
for holding the containers (34) and a handle portion 

50 (48) extending from the body portion (22, 24). 

10. A method as defined in claim 8 or 9, further includ- 
ing the step of heat sealing the combined first (58) 
and second (60) sheets along the handle portion 

55 (48) to form a second bond (56). 



4 



7 



EP0 678 456B1 



8 



Paten tanspruche 

1. Trager (20) zum Tragen von Behahem (34) mlt 
ersten und zweiten, mit ein m Behaiter eingrerferv 
den Abschnitten (22 t 24), die aus inem Kunststoff- s 
material mit einer vorbestimmten Dicke hergestelft 
sind, wobei die mit einem Behaiter eingreifenden 
Abschnitte (22, 24) eine Mehrzahl von ringformigen 
Bandern (33) zum entsprechenden sicheren Halten 
eines Behaiters (34) umfassen, dadurch gekenn- 10 
zeichnet daB sich die ersten und zweiten, mit 
einem Behaiter eingreifenden Abschnitte (22, 24) 

frei von einem Verbindungsabschnitt (26) an 
benachbarten Randern der mit einem Behaiter ein- 
greifenden Abschnitte (22, 24) wegerstrecken und is 
daB der Verbindungsabschnitt (26) durch Zusanv 
mertfOgen von nebeneinanderliegenden Fiachen 
der mit einem Behaiter eingreifenden Abschnitte 
gebildet wird. 

20 

2. Trager nach Anspruch 1 , bei dem der Verbindungs- 
abschnitt (26) entlang saner LAnge unterbrochen 
ist, urn Offnungen (44) zwischen den Bandern (33) 
zu bikden und dadurch ein Dehnen des Verbin- 
dungsabschnitts (26) zu ermoglichen. wenn Behai- 26 
ter (34) in die Bander (33) eingebracht werden. 

3. Trager nach Anspruch 1 oder 2, bei dem sich der 
Verbindungsabschnitt (26) im allgemeinen quer zu 
der Ebene der mit einem Behaiter eingreifenden 30 
Abschnitte (22, 24) erstreckt, wenn der Trager (20) 

an Behaitern (34) angebracht ist 

4. Trager nach einem der vorhergehenden Anspru- 
che, bei dem der Verbindungsabschnitt (26) durch 35 
eine Hrtzeverschmelzung von gegenuberliegenden 
Rachen der mit einem Behaiter eingreifenden 
Abschnitte (22, 24) gebildet wird. 

5. Trager nach einem der vorhergehenden Anspru- ao 
che. mit einer zunachst separaten Schicht (42) aus 
Kunststoff zwischen den gegenuberliegenden Ra- 
chen der Rander von den einen Behaiter aufneh- 
menden Abschnitten (22, 24), die den 
Verbindungsabschnitt (26) bilden, so daB an dem 45 
Verbindungsabschnitt (26) Kunststoffmaterial mit 
dreifacher Schichtdicke gebildet wird. 

6. Trager nach einem der vorhergehenden AnsprO- 
che, mit einem Griffabschnitt (46) t der sich frei von so 
dem Verbindungsabschnitt (26) wegerstreckt. 

7. Trager nach einem der vorhergehenden AnsprO- 
che, bei dem die mit einem Behaiter eingreifenden 
Abschnitte (22, 24) durch erste und zweite Bogen ss 
(58, 60) aus Kunststoffmaterial gebildet sind, die 
Ober den Verbindungsabschnitt (26) mrteinander 
verbunden sind. 



8. Verfahren zur Hersteflung eines Tragers (20) zum 
Tragen von Behaitern (34) mit folgenden Schritten: 

Berertstellen eines ersten Bog ens (58) aus 
Kunststoffmaterial und eines zweiten Bog ens 
(60) aus Kunststoffmaterial, die auf den ersten 
Bogen (58) gelegt wird; 

ZusammenkJeben von ausgewahrten Berei- 
/ chen (62) der Bogen (58, 60) in Langsrichtung; 
und 

Stanzen (64) eines geformten Tragers (20) 
zum Tragen von Behaitern (34) aus den kombi- 
nierten ersten (58) und zweiten (60) Bogen aus 
Kunststoff. 

9. Verfahren nach Anspruch 8, bei dem der Schritt des 
Stanzens die Ausbildung eines Tragers (20) 
umfaGt, der einen Hauptabschnitt (22, 24) mit ring- 
fGrmigen Bandern (33) zum Halten der Behaiter 
(34) und einen Griffabschnitt (48) aufweist der sich 
von dem Hauptabschnitt (22, 24) wegerstreckt. 

10. Verfahren nach Anspruch 8 oder 9, mit einem 
Schritt zur Hrtzeverschmelzung der tombinierten 
ersten (58) und zweiten (60) Bogen entlang des 
Griffabschnrtts (48) zur Erzeugung einer zweiten 
Verbindung (56). 

Revendications 

1. Support (20) destine au transport de recipients 
(34), comprenant des premiere et seconde parties 
(22, 24) d'entree en appui contre ies recipients qui 
sont reaiisees en matiere plastique cTepaisseur 
precfelerminee, Ies parties (22, 24) cTentree en 
appui contre Ies recipients comprenant plusieurs 
bandes annulaires (33) destinees respectivement k 
maintenir etroitement k llnterieur un recpient (34), 
caracterise en ce que Ies premiere et seconde par- 
ties (22, 24) d'errtree en appui contre Ies recipients 
s'etenderrt Itorement depuis une parte (26) formee 
de la reunion de bords voisins des parties (22, 24) 
cfentree en appui contre Ies recipients et en ce que 
la partie de reunion (26) est formee par fusion de 
surfaces juxtaposees des parties cfentree en appui 
contre Ies recipients ies unes avec Ies autres. 

2. Support selon la revendicatbn 1, dans lequei la 
partie de reunion (26) est interrompue sur sa lon- 
gueur de maniere k former des trous (44) entre Ies 
bandes (33) af in de permettre k la partie de reunion 
(26) de s f etirer lorsque Ies recipients (34) sont pla- 
ces a llnterieur des bandes (33). 

3. Support selon la revendication 1 ou 2, dans lequei 
la partie de reunion (26) est disposee senstolem nt 
transversaiement au plan des parties (22, 24) 
cfentree en appui contre Ies recipients lorsque le 
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support (20) est mis en place sur les recipients seconde liaison 

(34). 

Support seion Tune queiconque des reverx* cations 
prec6dentes, dans leque! la partie de reunion (26) s 
est formee par thermosceilage des surfaces juxta- 
posed des parties (22, 24) d'entree en appui cen- 
tre les recipients. 



w 



5. Support selon I'une queiconque des revencfi cations 
pr6c6dentes, comprenant par ailleurs une couche 
initiaiement s6par6e (42) de matiere plastique pla- 
c6e entre les surfaces juxtaposees des bords des 
parties (22, 24) d'entree en appui contre les reci- 
pients qui torment la partie de reunion (26) de is 
manifcre k former une epaisseur triple de matiere 
plastique dans la partie de reunion (26). 

6. Support selon I'une queiconque des revencfications 
precedemes, comprenant par ailleurs une partie de 20 
poignee (46) partant librement de la partie de reu- 
nion (26). 

7. Support selon I'une queiconque des revendcations 
precedentes, dans lequel les parties (22, 24) 25 
d'entr6e en appui contre les recipients sont for- 
mees cfune premiere et cfune seconde feuilie (58, 

60) de matiere plastique relives Tune k 1'autre par 
ladite partie de reunion (26). 

30 

a Proc6d6 de realisation d'un support (20) destine au 
transport de recipients (34), comprenant les etapes 
de: 

mise en oeuvre d'une premiere feuilie (58) de 35 
matiere plastique et d'une seconde feuUle (60) 
de matiere plastique juxtaposee k la premiere 
feuilie (58); 

Baison de regions seiectionnees (62) des 
feuilles (58, 60) I'une k I'autre longitudinale- 40 
ment; et 

decoupage k Pernporte-piece (64) (fun support 
(20) conforme pour le transport de recipients 
(34) dans les premiere (58) et seconde (60) 
feuilles combinees de matiere plastique. 4s 

9. Proc6d6 selon la revendication 8, suivant lequel 
retape de decoupage k Temporte-piece comprend 
la realisation d'un support (20) comprenant une 
parte de corps (22, 24) qui comporte des bandes so 
annulaires (33) destinees k maintenir les recipients 
(34) et une partie de poign6e (48) partant de la par- 
tie de corps (22, 24). 

1 0. Proc6d6 seion la revendication 8 ou 9, comprenant 55 
par ailleurs retape de thermosceilage des premiere 
(58) et seconde (60) feuilles combinees le long de 

la partie de poignee (48) afin de r6aliser une 
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